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never be used again, and a better plan for a number of occasions is to have a suitable length of narrow lead strip (say -fa in. wide and J- in. thick) permanently attached at one end to the flexible cable by which connection must be made to the anode rod. This strip may easily be formed by the fingers into any desired spiral form of the right shape and dimensions to suit the job in hand. If the hollow is very deep the current should be made to pass to the lower end of the spiral first, by winding the latter with a straight " leg " down the centre. Scrap pieces of anode melted down and run into a groove in a piece of wood make an excellent " strip," particularly if the flexible cable end is laid in the groove so that the lead is cast on to it. There is some advantage in first tinning the end of the cable.
The auxiliary anode is applied by attaching the end of the cable to the anode rod and holding the anode in the hollow or recess in the work whilst it is in the vat. Rubber gloves should be used for this purpose if the anode is held by the operator. In some cases the anode cable can be suspended from the cathode rod if a strip of rubber is interposed to prevent short-circuiting.
Difficulty is sometimes experienced in applying a second deposit of chromium on top of the first. This may be necessary when the first attempt at a difficult job does not meet with success and patches of nickel are left in the deepest parts. In a case like this the second deposit often assumes a matt surface instead of the required brilliant finish. In most cases, provided that no polishing of the first coat has been attempted, the trouble may be overcome by suspending the work in the vat for a few minutes until it has reached the same temperature as the solution, when the current may be gradually applied. Work should never be introduced into the vat unless there is a potential difference between the vat terminals of about 3 volts.
Wood, plastic wood, or good-quality rubber may be used for plugging holes or crevices in the work when their presence is responsible for patches of nickel, as frequently happens. Rubber often serves a useful purpose in " stopping off " some part of the work which is not required to be plated, or which must be protected from the acid. The red rubber from which motor-car Inner tubes are made is a good grade to use, and scrap tubes form a cheap source of supply.
Racking and wiring operations can often be eliminated by the application of a little ingenuity. Thus, in the case of the ordinary heating-installation globe valve, the tail piece or nipple, which would normally be treated as a separate item, may be screwed into the female thread of the valve body, and the two can then be plated as one part without in any way affecting the efficiency of the process. Similarly, many opportunities arise for inserting screws into their respective holes, particularly on reconditioning jobs.
It is preferable that chrome vat bars should be made in such a manner that the work and the anodes may be disposed in any desired fashion. This is usually achieved by fixing longitudinal bars to the top of the vat and allowing cross bars to rest on them. These cross bars may be placed in any desired position on the bars running lengthwise arid many an awkward job can be satisfactorily dealt with by making use of this facility, especially if spare bars are kept available.
Scrupulous cleanliness of the bar contact faces is essential, however, if trouble is not to arise from this source, since the heavy currents used soon cause overheating and*burning where any faulty contact occurs. So heavy are the currents employed that, despite the fact that the electrode bars are usually made from solid copper of about 1 in. in diameter, it is desirable on very long vats to have the current supplied to both ends of the bars in order to minimise the voltage drop.
The action of the acid is sufficient to remove slight traces of grease which remain on the surface of the nickel plating, but when jobs have been handled, the fingermarks often show through the chrome deposit. To avoid this it is desirable that the work be wiped after racking or wiring. A satisfactory agent for this purpose is powdered lirne.
The first swill after the chromium-plating bath, originally filled with water, soon becomes a weak solution of chromic acid due to the transference of the latter from the plating bath. In order to minimise waste, this " drag-out" is used for topping-up the plating solution. It is generally recommended that the drag-out be kept hot, but from the point of view of efficient swilling a cold drag-out